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Method of and Press Mould for Covering Edges and 
Profiles of Boards 



I, Jakob Frbedrich Werz, Jr., a Ger- 
man Citizen, personally lespan^le partner 
of the Finn Furnier- und Sperrholz- 
WERK J. F. Werz Jr, K.G. Werzaut- 
Fressholzwerk, of Obersteirfdd, Ger- 
nmy, do hereby declare the inirontion, for 
which I pray d^ a patei^ may be granted 
to me, aM the method by which it is to be 
performed, to be pardcularly described in 
and by the following statement: — - 

The invention relates to a mediod of 
covering edges aitd profiles of boards and 
sh^d parts of organic materials, preferably 
of wood materials, for example chipboards, 
with synthetic plastic sheets ^^ch are 
hsrdenable under pressure and heat. 

It is known i^at plane edges of wood 
mcaterials can be covered with strips of pre- 
viously hardened laminated syntbetdc plastic 
or wi^ a polymerised plastic sheet, the strips 
or sheets bei^ secured by ghiing or cement- 
ing. This known method for the ooverii^ 
of edges has however the disadvantage that 
the covering material does not enter into any 
direct union with the carrier, and the glue 
joint will not mthstand liienBal or heavy 
mechanical stressing, so that the coverii^ 
win tha> become detached from die carrier. 
Ib cases of covering with decorative lamm- 
ated plastics, the, usually brown, base sheet 
of the lanmnated plastic is necessarily visible 
affter the covering. In addition, dt is very 
difiOcult to remove lagged e<^es from g^ed 
laminated plastics, and tlie latter are very 
expensive. Polymerised synthetic plastic 
sheets readily become electrostatically 
chained, which results for example in the 
aittracrion of dust. In addition, t3ie surface 
of siEch sheets is relatively soft. A dis- 
advantage ii> both tiiese methotfe <tf coveting 
is moreover that after ghiing to the carrier, 
adhesicm is considerably less in the zones of 

[Price 45. 6i.] 



lesser density than in tte ztmes of greater 
density of the carrier, which is disadvantaig- 
eous in use particularly in the case of the 
covering of edges of chipboard. 

According to one aspect of the present 
invention a method is prowded for covering 
the edges or profiles of shj^d parts or boards 
d cfirganic materiab, which shaped parts or 
boards have zones of lower denary, with 
synthetic plastic sheets which are hardeur 
aile under pressure and heat, wherein the 
ed^ of the shaped parts or boards which 
have zones of lower density are so shaped 
t^t when the synthetic plastic sheet is 
pressed m to tiiem in a pressing operation 
and contm heat is applied by a hot face of 
a pressing element, an additional compact- 
ing is effected in the region of the said 
zones, whereby over the area to be covered 
a sufficient counter-pressure is produced and 
the synthetic resin forming the ^eet and 
l^ing subjected to final condensation flows 
uniformly and enters into an intinfate union 
with the material of the said shaped part or 
board. 

According to a further aspea ot the pre- 
sent invention, a method is provided for 
covering the edges or profiles of shaped 
parts or boards of or^mic materials, \^ch 
shaped parts or boards have zones of lower 
density, with synthetic plastk: Sheets which 
arc hardenable under, pressure and hea^ 
wherein in pressing the sheet onto the shaped 
part or board, suffident pressure is produced 
in the zones of the shaped part or bo^ whkh 
have lower density, by means of a flexible, 
heated press stamp, this pressure bemg 
maintaii^ throughout the duration of the 
pressing operation so that over the area to 
be covered an adequate counter-pressure is 
produced, whereby the synthetic resin com- 
posing the sheet and being subjected to final 



45 



50 



55 



60 



65 



70 



75 



2 



1,050^17 



condensation flows uniformly and enters into 
an intimatie union with the material of the 
said shap^ part or board. 
By the methods according to the inveur 

5 tion> edges and profiles of boards and ^aped 
parts of organic materials, for example chip- 
boards, are covered direct by the ajpplication 
of pressure and heat with syndieti; plastic 
sheets wMch have not ypt been finally con- 

10 densed, for example sheets formed by 
papers impr^pnated with melamine restn, 
wiiereby part of the synthetic resin of the 
sheet becomes flidd under the action of the 
heat and pressure and during the randensa- 

15 tion process is intimately bonded to the car- 
rier, that is to say the board or shaped part, 
while by means of the press siaanp utilised 
for the production of pressure the synthetic 
resin caused to flow is pressed into the form 

20 of a smooth, resistant surfa<» layer. Since 
the covering she^ can condense only in the 
r^on of the edge or profile to be covered, 
the projecting portions of the shed^ which 
tecome hi^y brittle under the action ol 

25 heat without presaurei can easily be removed. 
Smce the plastic slieet undergoes intimate 
bonding to the <^rrier and through the flow- 
ing of the rean any slight irregularity of the 
carrier is compensated, no distarWig gs^s 

30 ate fonned in the region of the comers of 
edges and profiles. Thus it is possible, for 
exan^le to cover tiie edges of ^thetic plas- 
tic coated chipboards mth decwative 
material of the same pattern and same 

35 colour as the material with whidi the faces 
of the chipboards are coated, so that the 
final product produces optically a completely 
enclosed impression. 

In order to ensure that the covering sheet 

40 wili undergo inthnate Bonding with the car- 
rier in all regions of the union, and that the 
surface will be free from pores and smooth 
over the entire covered area, not only must 
sttflftdent heat and pressure be produced dur- 

45 ing the iwesang, bat in addition adequate 
counter-pressure must be ensured in the en- 
tire region over wbich the carrier is to be 
covered. In the eveiBt of the sheet not 
being pressed on to the carrier in such a 

50 manner as to be free from pores, visible 
dsity which afterwards cannot be removed, 
wiS in fact oolkct in the pores. For this 
reason, for example ordinary commardal 
chipboard, the middle layer of wMoh has a 

55 lower density than its outET layer, cannot be 
parfecdy coated direac witii syi^etic resin 
sheets on account the insuflSdent density 
of the midie layer. In order to produce 
adequate counter-tpressure in the zones of 

60 lower denaty, according to tiie invention 
these zones are additionally ccmpaaed in the 
pressing operation. This can be done by 
forming the shaj^ of either the edges or 
profiles of the carrier or else the press stamp 

65 itseK in such a maniOT tiipt the zones of 



reduced density are correspondingly com- 
pacted to a greater extent. Thus either the 
area of tie carrier which is to be covered, or 
the press stamp itself may be ^ven a con- 
V2X shape or else the surface of the press 70 
stamp may have a flexible layer which dur- 
ing the pressing operation adapts itself to 
the edge or prc^le in the zone of reduced 
density. If the edges or profiles of a plu- 
rality of boards or shaped parts are to be 75 
covered simultaneously, then the correspond- 
ing press stamps are preferably sprung in 
relation to one another in such a manner 
that dimensional tolerances in the boards or 
shaped parts are compensated, so that all 80 
the ^ges or profiles to be covered receive 
EuflSdent pressinre during the pressmg oper- 
ation. The springing of the individual 
press stamps is elfected by means of springs, 
by a hydraulic or pneumatic system, or by 85 
a rubber cushion. In the event of mainly 
sharp-edged profiles having to be covered, 
the covering sheets are advantageously {rfas- 
tidsed in the region of the bending zone by 
the action of heat for a short time, and if 90 
desired pre-shaped in a separate device in 
accordance with the profile to be covered, 
the temperature, duration of shaping, and 
bending pressure being so proportioned^ that 
final condensation of the syntiietic resin of 95 
the madiine is avoided. The pre^haped 
sheet is then pressed on to the profile with 
the application of pressure and beat in 
ac::ordance with the above description, 
whereby the final condensation of the syn- 100 
thetic resin is effected. In order to achieve 
sufiident pressure over the entire area to be 
covered in the covering of profiles, the sheet 
is optionally pressed on to the profile in an 
inclinel pressing direction in relation to the 105 
latter by means of one or more profiled press 
stamps, while in the case of the use of a 
pluK&ty of press stamps which are ^rung 
in relation to one another dimensional toler- 
ances of the profile to be coated are com- 110 
pensated, since the springing ensures exact 
adaptation of the individual stamps to the 
profile. 

In order to carry out the method accord- 
ing to the invention, use may be made of a 115 
press mould tiie press stamps of which lEive 
a shapmg surface consisting of a flexible 
beatable material, for example a band of 
dirome-nkkel steel, which is loined to a 
pressure cushion, for example of heat-resist- 120 
ant silicone rubber, which in turn is joined 
to a beatable pressure beam. Through the 
flexible surface of the press stamp, the zones 
of lower density of the shaped parts and 
Iwards to be covered arc additioiially com- 125 
pacted, while in addition any irregularities 
which exist are compensated. The flexible 
surface nraterial of the stamp is heated by 
electrical resistance means. In order to 
obtain the urnform temperature necessary for 130 
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tte pressing, despite die low tiiermal stor- 
age capacity of 4he surface material, the 
pressure beam is, for example correspond- 
ingfy heated by electridty or steana. Aher- 

5 iKErively, for ^rformang the method accord- 
ing to t&e inventioa, use imty be ODade of 
a press mould, the pressure beam of which 
is sub-divided in accordance with the ntmi- 
bzt of edges or profiles to be coated into 

10 individual movable s^ments^ whidi are in- 
dividually sprung in the directiwi of die 
pressure, foi exanople by means of wrings, 
whereby dimensional variations in the boards 
or shaped parts to be covered are compear 

15 sated. Preferably a rigid counter-pressure 
beamt is provided wlndi is subdivided in 
aax>rdance with the edges and proliles to 
be covered, into mdividiml movable elements 
which are individually spmng. llie rffect 

^ is thereby adiieved that with a detemnned 
constructional heig^ of the press mould, the 
e4ges or profiles of the largiest possible ntmi- 
ber of parts con be covered simukaneously. 
Simce thi!» press mould enables the boards 

25 or shaped parts to be co^^d in the re^on 
of the or profiles at short distances 

from Qitc another, a single sheet can be 
used for covering a phiraEty of partsi, as is 
desirable from the point of view of mamt- 

^ factoring technique, widioiit hainng expex^ 
dve losses of sl^et 

The shove d^cribed methods of the Jtt- 
vention^ and the press moul<fe for perform- 
ing them, wall be clear from the accompany- 

35 ing diawin^ which arc given by way ol 
example and in which: — 

Hg. 1 is a sectional view showing a board 
whidi is about to be covered at its edge by 
a sheet of syndietic plastic maiterial, and a 

40 press stamp for^ acting on the sheet; 

Pig. 2 is a view, sinular to Fig. 1, but in 
which the synthetic ptastdc sheet is shown 
in the process of being j^pfied to die edge 
of the board; 

45 Pig. 3 is a sectional view, generally stmilar 
to P'lg. 1, but shovwDg a modified picss 
stamp; 

Fig. 4 is a view, similar to Fig. 2, but 
for the modified press stano^ of Fig. 3j 
50 Fig. 5 is a secdoml view, genei^y simi- 
lar to Fig 1, but showing another moditied 
press stamp; 

Fig. 6 is a secdonal view, generally corre- 
sponding to Hg 1, but showdng a muldple 
55 arrangement of press stamps, and diree 
boards to be covered at their ^Iges; 

Fig 7 is a secdonal view showing a press 
stamp arrangement f<^ covering the edges 
of profiled boards; and 
60 Fig. 8 is a secdonal view showing a mul- 
t^Ie pr^ stamp arrangement for simul- 
taneously covering the edges of five boards 
arranged one ahove drc o^^. 
Fig 1 shows a board 1, for example of 
65 chdipiboard, which is covered with syndietic 



pksdc material, which is hardenable under 
pressure and heat, at its faces and which has 
zones 2 oi greater density and a zone 3 of 
tower denssty. The board 1 has a convex 
edge 4. The board 1 is disposwi on a 70 
spaOT bar 6 and a dieet 7 of syndietfc 
phstic ntaterial is arranged adjacent to the 
convex edge 4 of die board, so as to be 
pressed thereonto by a press stamp 5. 

The press stam^ 5 has heating means and 75 
presses the covering sheet 7 onto the edge <rf 
the board 1, as ^ovm ia Fig. 2. At the 
same time, the convex edge 4 of the board 
1 is flattened so that at the edge of the 
board a zone 8 arises wiuch is adkiidonally 80 
compacted by die applicarion of pressure 
from the stamp 5. 1^ region 9 c(f the 
sheet 7 is thus indmatety bonded to the edge 
of the board due to the pressure and heat, 
and the overhangSng sheet residnes 10 be- 85 
come iMitde owing to feck of pressure there- 
on. 

The arrangement of Fig 3 is similar to 
that of Fig. 1, but the press stamp 11 has 
a convex face and the board has a flat edge 90 
13. The board, for example of chipboard, 
has a middle region 12 of lower density, 
and its edge 13 is to be covered by a cover- 
ing sheet 14 of synthetic plastic material, by 
the action of the press stamp 11, irfiich is 95 
heated. As will be seen from Hg 4, the 
press stamp 11 compacts the board at its 
middle region 12 during the pressing so as 
to produce a concave ^ge, and a portion 
16 of the covering sheet 14 is bonded to the 100 
thus produced concave edge due to the pres- 
sure and heat, the compacted region of the 
board edge being indicated by reference 
numeral 15. 

In the arrangement of Fig 5, a further 105 
modified press stamp is used in wtadi a pres- 
sure beam 17 which has a heatmg device 18 
is cwmected to a presaire cu^on 19 of heat- 
resistant silicone rubber. The pressure 
cushion 19 is in turn joined to a flexible 110 
band 20 of chrome-nickel steel which is 
heated by electric resistance means. A ^eet 
21 ot synthetic plastic material is bonded 
to the board 22 during the pressing in such 
a manner that the flexible surface of the 115 
press stamp, provided by the band 20, 
additionally compacts the middle zone of the 
board where its density is lower, by virtue 
of the zone of the low density yielding more 
readily to the pressure than the higher dei>- 120 
sity face portions. This compacting causes 
the edge to become slighdy concave. 

Fig 6 shows an arrangement of three 
press stamps 23 which are disposed one 
above the odier and which are sprung in 125 
relation to one another by springs 24. A 
pressure beam 25 acts on all the press stamps 
23 through the springs 24. This enables 
the simultaneous covering of the edges of 
three boards 27j arran^ one above die 130 
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other, and winch may have smaU 
Sons amongsteach otter, by a ^ 
S^c plastic sheet 26. Parts of the shert 
Mbalme brittle and separate owme to lack 

' ^'^rTd^ot^TarxanBement for cov^^B 

rfSSic 5aS= ^ 
10 Ac^ffl^s^ac^33oftheb^28,^5 
have denaty variations, by means oi nrarca 
wKsSps 31 which arc sprung in rda- 
K nTTe another and whic^ are disposed 
Sq^ly in relation to the profile, with the 

15 aid of a pressure beam 32. 

Fi& 8 shows an arrangpnient oi a pros 

25 377t the pressure side acts as a ram to tte 
^ps 35 and during the pressmg operapra 
Sees the boards 38^st *e 

36 and its press stamps 3^- .^^ 

bars 40 are inserted in the press tool. « 
Ste that in this ™S^^;%^S 
iraaiber of boards can have their ed^ 
35 in the same pr^ op«rauon^^ 

a ^ven construciional hei^ of the press 

""Solder to effect additional compacting 
ia'ie of the shaped pam or boa^ 

40 toving a lower df^^y^;^^. fff lie giv^ 
boanis tobe covered m Figs. 6 to 8 are given 

a slightly convex shape. 



\wHAT I CLAIM IS: — 
Ta me&od of covering the edg^ or pri- 
45 fili of parts or boards of or^ 

n^SlTwhichWdl^"'^^^ 
SS^lower den%, ^th fid.^ 

dieets which are hardenable under pt«- 
^"^■^d teat, wherm the.edges of 
50 ^ed parts or boards which have lowtt 
dS arTso shaped that when thejyn- 

kpre^ig operation and contatt heat is 
apSby a hot face of a presmg dem^ 
55 rStiU compacting is effened m Je 
rKion of the said zones, whereby over tiie 
to be covered a sufficient connter-pres- 
^ pi^^ and the synthetic resm 
L sheet and being «ib,«aed to 
60 S^^tion . flows unif or^y ^d 
mters into an mtimate union wiA *e 
of the said shaped^ or bo:^ 
2 A mediod of covering tte edges or pro- 
Hes of shaped parts or boards of orgamc 



materials, which shai>edpam or boaij^ ^ 
zones of lower density, wth syndirtic p^ 
tic sheets which arc hardenable under prra- 
Sie S heat, wherein in messmg ^Aea 
onto the shaped part of board, suffiamt 
cressure is produced in the zones of tihe w 
sSTpart or board which have lov^ 

by means of a flexible, heated p.B» 

L)ughout the duration of 75 
deration so that over the area to 
ai adequate counter-pressure is P^«=^' 
whweby die synthetic resin composmg Ae 
SS md beini subjected to final condensa- 
&Tws uniformly and en«rs mto an mn- 

mate union with the material of tte said »» 
cbaoed part or board. , . -> 

3 A mediod as claimed in daim 1 or 2, 
for covS a pluraUty of identical 
« pSfiles,wherlin die pressure IS prod^d 

by ?wo oVmore heated pre^ stamps ada^cd » 
to Ae edges or profiles and sprung m ida- 
tion to cme anotiir, whereby the dm^al 
v^ations of the boards or shaped p^ » 
compensated, the stamps being ^^"^ 90 
Sat over d4 entire area of tte ed«s and w 
nmfil^ to be covered a pressure adequate 
^veAig is product ^^^ l^."^! 
Sn tiie indivic&al stamps are pn>vided^& 
a pressure cushion in order to cnmpemate 
duS^ Pt^ssing operation f«n: rcre^- » 
for insufficient density of die shaped 

^^A^meAod ks claimed in, daim 1 or 2, 
wterein tiie covering of P«>fi^«' *1 .qo 
to- is previously plastiased by tte 100 
Kn^ slight%r«s«e a^ h^ 
in accordance widi the desired profile, tne 
^p'^toie, duration of deformation ^ 
presfflre teing so propomoned the hMl 
condensation of tiie syntteoc of tte l^n 

covering sheet, necessary dunng coveru^ of 
SrSS is avoided during the shapmg. 

S.Tmetiiod as claimed in dsm 1 or ^ 
wherein a covering sheet, Pt^^P^d ^ 
Sordance widi die ^ape of Ae proffle to 
be covered, is pressed on to Aelattw 
one or more press stamps, <?f«««~ " 
accordance widi die profile, witii an obhque 
Jres^ direction in relation to the p^fi^ 
tiie inclined arrangement of the stamp or 115 
£n"s tehig such Tt an adequate pr^ 
oTCT die entire area of die profile is ensured, 
wMe i^ Ae case of a pluraUty of ^ 
A^e are sprung in relatfon to one airttf^. 
CO that dimensional variations of tiie profale 120 
TO be covered are compensated. 

6 A press mould when used m carrymg 
out' tiie metiiod of claims 1, 2 ot h 
priang a press stamp havmg ?^,sbapmgsur- 

consisting of a flexible, heafaWe 125 
Sfterid whiS. is joined, 
cushion, which in turn K I™"*?* " 
able pressure beam, wher*y during tte pre^ 
operation, irregularities and insuffiaent 
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density in determined tdod/ss of the shaped 
part or board being covered are compai- 
sated- 

7. A press nrould when used in carr^g 
out the method of claim 1, 2 or 3, compns- 
ii^ a pressure beam which is subdivided, in 
accordance with the profiles or edges to be 
covered, into indivi(kial movable elements 
which are individually sprung in tl^ direc- 
tion of the pressure, so that dimensional 
variations between the two or more boards 
or shaped parts to be covered are compen- 
sated. 

8. A press mould as claimed m claim 7, 
wherein a rigid comiter-pressuie beam is 
provided which is sub-divided, m accord- 
ance with the profiles or edges to be covwed, 
into individual movable elements which are 
individually sprung, whereby the structural 
height of the individual elements is dis- 



tributed in the pressure and oounter-pF^sure 
regions, so that within a pres^ mould of a 
givoi height an optimum nun^r of parts 
or boards can have their edges covered. 

9. Me±ods of covering the edges of 
shaped parts or boards of organic material, 
substantially as hereinbefore described with 
reference to the accon^anying drawing. 

10. Press moulds when used in perform- 
ing the methods of claim 9, constructed, 
arranged and adapted to operate substanti- 
a% as hereinbefore described with reference 
to and as illustrated in the accompanying 
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